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(57) Abstract: A conventional consumable electrode type welding method has required the reversed operation of a robot manipu- 
VO lator and therefore excessive response time and acceleration/deceleration time, and inability of the feed/ supply of a welding wire to 
catch up with the melting speed of a welding wire has caused a laiger arc length and an instable arc. A welding torch (4) is moved 
away fk^Dm a base material (7) by a robot manipulator (9) while a welding wire (1) is being fed/supplied to thereby produce an initial 
arc with the welding wire (1) separated finom the base material (7), whereby it is possible to reduce wasteful time without requiring 
^ a reversed operation to shorten a tact time, and stabilize arc at the starting end of welding to effectively reduce a "jerky stop" . 
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